Abstract: Recent technological advances have made it possible to manufacture steels with both high strength and high ductility. This is the case for Twinning-Induced Plasticity (TWIP) steels which are characterized by a twinning deformation mechanism, which is responsible for its excellent properties. In this work, TWIP980 steel was tested under tensile loading along the rolling direction until pre-deformations of 10%, 20%, and 30% were reached. In order to assess the effect of the deformation path, the pre-deformed samples were reloaded in directions of 0 • , 45 • and 90 • against the rolling direction. Microstructural analysis was performed by means of optical microscopy, scanning electron microscopy (SEM), and transmission electron microscopy (TEM). The yield stress increased with the imposed deformation for all the tested directions. As the strain path changed from 0 • to 90 • , the yield stress for reload decreased, and the Bauschinger effect and permanent softening was observed. The yield plateau was observed as being directly influenced by deformation path without influence by strain rate and temperature.
Introduction
Twinning-Induced Plasticity (TWIP) steels are characterized by a high Mn content, which is responsible for their austenite stability at room temperature. Due to their austenitic microstructure, TWIP steels are highly ductile at room temperature and for any plastic strain. These steels can reach strains of 80%, since its mechanism of plastic deformation is twinning instead of slip (typical of the majority of steels) or even phase transformation (typical of Transformation Induced Plasticity [TRIP) steels) [1] . A detailed description of deformation twinning can be found in [2] . TWIP steels are characterized by both high strength and superior formability [3, 4] . According to Bouaziz and Guelton [5] , deformation twinning results in an increased strain hardening rate by the creation of twin boundaries which act as effective obstacles to dislocation glide by a dynamic Hall-Petch effect. Several authors have been trying to characterize the deformation mechanisms by twinning in TWIP steels [6] [7] [8] [9] [10] [11] . Basically, this deformation mechanism results in steels with high strength and ductility, making TWIP steels highly attractive for several industries such as the automotive industry [12] . Idrissi et al. [8] observed a high density of dislocations within the twins at early stages of deformation, which can affect the growth and the stability of the twins as well as their strength and interactions with the gliding dislocations. More recently, Kim et al. [11] observed the formation of thin twins by Shockley partial dislocations generated in grain boundaries, which indicates nucleation of deformation twins at defect sites on the grain boundary. In addition, Kim et al. [11] reported a high density of Frank partial dislocations inside deformations twins, which affects the growth of deformation twins. Further details on TWIP steel can be found in [13] . The pre-loading was carried out in a Shimadzu UH-1000 kN X universal testing machine. Each sample was subjected to a pre-strain (true strain) of 10%, 20%, and 30%, respectively. These tensile tests were performed at a strain rate of 1 ms −1 . In order to measure both longitudinal and transverse strains, a Messphysik ME46NG video extensometer apparatus was used. The data recorded with the video extensometer were interpolated with the force data recorded with the universal testing machine.
Second
Step A total of 15 samples were cut from each pre-loaded sample (5 samples per direction), resulting in a total of 45 pre-loaded samples. These were cut in a Guifil guillotine in three different directions: 0°, 45°, and 90° relative to the rolling direction. Figure 2 shows the cutting of a pre-loaded sample into small samples illustrated in Figure 3 . The pre-loading was carried out in a Shimadzu UH-1000 kN X universal testing machine. Each sample was subjected to a pre-strain (true strain) of 10%, 20%, and 30%, respectively. These tensile tests were performed at a strain rate of 1 ms −1 . In order to measure both longitudinal and transverse strains, a Messphysik ME46NG video extensometer apparatus was used. The data recorded with the video extensometer were interpolated with the force data recorded with the universal testing machine.
Step A total of 15 samples were cut from each pre-loaded sample (5 samples per direction), resulting in a total of 45 pre-loaded samples. These were cut in a Guifil guillotine in three different directions: 0 • , 45 • , and 90 • relative to the rolling direction. Figure 2 shows the cutting of a pre-loaded sample into small samples illustrated in Figure 3 . The tensile tests were performed in a Shimadzu AG-X plus 100 kN universal testing machine. Both pre-loaded and not-loaded samples were tested. From this point, not-loaded and 10%, 20%, and 30% pre-loaded samples are designated as m, p, q, and t, respectively.
All samples were tested at room temperature and with a strain rate of 1 ms −1 until maximum force was reached. In this case, all the data was recorded by the universal testing machine, even transverse and longitudinal strains, since it has a built-in video extensometer. During testing, temperature was monitored using a thermocouple coupled with a universal temperature indicator Numecor I300 (Gefran, Provaglio d'Iseo, Italy).
Microstructural Analysis
In order to assess the influence of strain path change on strain hardening, all samples were analyzed using optical microscopy, transmission electron microscopy (TEM), and scanning electron microscopy (SEM). The optical microscope used was the Nikon Eclipse LV150 (Nikon, Tokyo, Japan). Preparation for the optical analysis involved the following procedure: Cutting; polishing with SiC papers of 220, 500, and 2000 grit and with diamond paste of 15, 6, and 3 μm; and chemical etching using a Nital solution (98% ethanol (C2H5OH) and 2% nitric acid (HNO3)).
The samples for TEM analysis were cut by punching into 3 mm discs with thicknesses lower than 100 nm. The TEM analysis was carried out in a Hitachi H9000 UHR transmission electron microscope.
The SEM analysis was carried in a Hitachi SU-70 scanning electron microscope, with detection of secondary electrons. The sample preparation for SEM analysis involved the following procedure: Cutting in a Guifil guillotine; polishing with SiC papers of 220 and 500 grit; ultrasonic cleaning with an acetone solvent; 12 V electropolishing for 12 s with a Struers A2 solution in a LetroPol-5 equipment (Struers, FL, USA); and final ultrasonic cleaning with an isopropyl alcohol-based solvent. The tensile tests were performed in a Shimadzu AG-X plus 100 kN universal testing machine. Both pre-loaded and not-loaded samples were tested. From this point, not-loaded and 10%, 20%, and 30% pre-loaded samples are designated as m, p, q, and t, respectively.
Results

Tensile Testing
Microstructural Analysis
Results
Tensile Testing
Microstructural Analysis
In order to assess the influence of strain path change on strain hardening, all samples were analyzed using optical microscopy, transmission electron microscopy (TEM), and scanning electron microscopy (SEM). The optical microscope used was the Nikon Eclipse LV150 (Nikon, Tokyo, Japan). Preparation for the optical analysis involved the following procedure: Cutting; polishing with SiC papers of 220, 500, and 2000 grit and with diamond paste of 15, 6, and 3 µm; and chemical etching using a Nital solution (98% ethanol (C 2 H 5 OH) and 2% nitric acid (HNO 3 )).
The SEM analysis was carried in a Hitachi SU-70 scanning electron microscope, with detection of secondary electrons. The sample preparation for SEM analysis involved the following procedure: Cutting in a Guifil guillotine; polishing with SiC papers of 220 and 500 grit; ultrasonic cleaning with an acetone solvent; 12 V electropolishing for 12 s with a Struers A2 solution in a LetroPol-5 equipment (Struers, FL, USA); and final ultrasonic cleaning with an isopropyl alcohol-based solvent. Figure 4 shows the mean true stress-strain curves obtained in the tensile tests for the not-loaded sample m0 • and pre-loaded samples p (10%), q (20%), and t (30%) for each direction. By analyzing the reloading curves, it can be seen that maximum deformation was obtained in the 90 • case, followed by the 45 • , and finally 0 • . This material presents high strain values due to a high strain hardening rate, which results from the formation of mechanical twins during plastic deformation [22] . The fact that maximum strain is obtained for an angle of 90 • might be related to effects of the crystallographic texture. Figure 4 shows the mean true stress-strain curves obtained in the tensile tests for the not-loaded sample m0° and pre-loaded samples p (10%), q (20%), and t (30%) for each direction. By analyzing the reloading curves, it can be seen that maximum deformation was obtained in the 90° case, followed by the 45°, and finally 0°. This material presents high strain values due to a high strain hardening rate, which results from the formation of mechanical twins during plastic deformation [22] . The fact that maximum strain is obtained for an angle of 90° might be related to effects of the crystallographic texture. True stress-strain (longitudinal) curve for the not loaded sample m0° and pre-loaded samples p (10%), q (20%), and t (30%) for each studied direction (0°, 45°, and 90°).
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Pre-Deformations and Strain Path Change
As expected, the yield strength σy increased with the imposed pre-deformation for any direction. This is justified by the high dislocation density, where the grain walls offer resistance to dislocation [1, 23] . The fact that higher yield strengths were obtained for pre-deformations of 30% means there were a higher number of grains with high dislocation density. This was further analyzed in the microstructure section. Additionally, the material's ductility is reduced with the increase of pre-deformation. Figure 5 presents a zoomed-in version of the Figure 4 where it is possible to verify that the limit of yield strength for reloading in the 0° direction is very close to the stress curve measured for a not pre-loaded sample (curve m0). The reloading curves for the 0° direction (p0, q0, and t0) follow the monotonic curve m0, except in the region of the yield plateau. The yield strength was lower for the 45° direction and even lower for the 90° case. As expected, the yield strength σ y increased with the imposed pre-deformation for any direction. This is justified by the high dislocation density, where the grain walls offer resistance to dislocation [1, 23] . The fact that higher yield strengths were obtained for pre-deformations of 30% means there were a higher number of grains with high dislocation density. This was further analyzed in the Section 3.2. Additionally, the material's ductility is reduced with the increase of pre-deformation. Figure 5 presents a zoomed-in version of the Figure 4 where it is possible to verify that the limit of yield strength for reloading in the 0 • direction is very close to the stress curve measured for a not pre-loaded sample (curve m0). The reloading curves for the 0 • direction (p0, q0, and t0) follow the monotonic curve m0, except in the region of the yield plateau. The yield strength was lower for the 45 • direction and even lower for the 90 • case. In order to further understand the effects of strain path change, the parameter α proposed by Schmitt et al. [24] for a change of strain path was used:
where Ep is the tensor corresponding to the plastic pre-strain and E is the tensor representing the plastic part of the subsequent deformation. The parameter α (a tensor invariant) is the cosine of the angle between the two vectors, which represent the pre-strain and the subsequent strain in the deformation space [24] . The value of α is related to the activity of slip systems with strain path change and varies between −1 (loading in the reverse direction; reactivating the slip systems but in the opposite direction) and 1 (a very small change of strain path or no change at all; reactivating the same slip systems, and only a slight increase of the stress is expected). Figure 6 presents the evolution of α relative to the load angle θ for pre-strains of 10%, 20%, and 30%. For θ = 0°, α has a value of 1, independent of the pre-deformation. Therefore, for pre-loading and reloading in the same direction, the same slip systems were activated, which explains why all reload curves for θ = 0° (p0, q0, and t0) follow the monotonic curve m0. In order to further understand the effects of strain path change, the parameter α proposed by Schmitt et al. [24] for a change of strain path was used:
where E p is the tensor corresponding to the plastic pre-strain and E is the tensor representing the plastic part of the subsequent deformation. The parameter α (a tensor invariant) is the cosine of the angle between the two vectors, which represent the pre-strain and the subsequent strain in the deformation space [24] . The value of α is related to the activity of slip systems with strain path change and varies between −1 (loading in the reverse direction; reactivating the slip systems but in the opposite direction) and 1 (a very small change of strain path or no change at all; reactivating the same slip systems, and only a slight increase of the stress is expected). Figure 6 presents the evolution of α relative to the load angle θ for pre-strains of 10%, 20%, and 30%. For θ = 0 • , α has a value of 1, independent of the pre-deformation. Therefore, for pre-loading and reloading in the same direction, the same slip systems were activated, which explains why all reload curves for θ = 0 • (p0, q0, and t0) follow the monotonic curve m0. For θ = 45°, α was practically the same for all the pre-deformations. A value of approximately 0.22 was obtained. For θ = 90°, negative α values were obtained: −0.51, −0.54 and −0.57 for pre-deformations of 10%, 20% and 30%, respectively. Therefore, by correlating results from Figures 5 and 6, it is possible to conclude that for θ = 0°, σy decreases with α and diverging from the yield strength for pre-deformation. This difference between yield strengths can be justified by the presence of internal stresses known as back stress, which contributes to the activation of irreversible displacements created during pre-deformation [25] . Therefore, the stress required to reach the critical resolved shear stress (CRSS) in order to activate the reversible displacements in the slip systems during reloading is lower.
The greater the strain path change, the lower the value for α, meaning the probable reversible displacement of defects in slip systems previously activated, which makes the material easier to deform, and thus lowering its σy. For θ = 90°, α is around −0.5, which is close to the reverse loading (α = −1), thus increasing back stress and resulting in the Bauschinger effect and consequently softening the material [25] . The same effects were observed by Wen et al. [15] for AZ31 magnesium alloy.
In Figure 7 , it is possible to observe the yield plateau for a θ = 0° for 20% and 30% pre-loaded samples. For samples without pre-loading or pre-loading for θ = 0°, there is no yield plateau, as shown in Figure 4 . The same is verified for all samples tested for θ = 45° and 90° independently of the pre-deformation level. Therefore, the yield plateau increases with the pre-deformation, occurring only when reloaded in the same direction (θ = 0°). , it is possible to conclude that for θ = 0 • , σ y decreases with α and diverging from the yield strength for pre-deformation. This difference between yield strengths can be justified by the presence of internal stresses known as back stress, which contributes to the activation of irreversible displacements created during pre-deformation [25] . Therefore, the stress required to reach the critical resolved shear stress (CRSS) in order to activate the reversible displacements in the slip systems during reloading is lower.
The greater the strain path change, the lower the value for α, meaning the probable reversible displacement of defects in slip systems previously activated, which makes the material easier to deform, and thus lowering its σ y . For θ = 90 • , α is around −0.5, which is close to the reverse loading (α = −1), thus increasing back stress and resulting in the Bauschinger effect and consequently softening the material [25] . The same effects were observed by Wen et al. [15] for AZ31 magnesium alloy.
In Figure 7 , it is possible to observe the yield plateau for a θ = 0 • for 20% and 30% pre-loaded samples. For samples without pre-loading or pre-loading for θ = 0 • , there is no yield plateau, as shown in Figure 4 . The same is verified for all samples tested for θ = 45 • and 90 • independently of the pre-deformation level. Therefore, the yield plateau increases with the pre-deformation, occurring only when reloaded in the same direction (θ = 0 • ). In order to verify and further investigate the yield plateau dependency on reload direction, uniaxial tensile loading-unloading cycles were performed on undeformed samples (m) in all three directions (0°, 45°, and 90°). Figure 8 presents the results of these tests, where it is clear yield plateau exists for reloads in any direction. Therefore, yield plateau always occurs when the material is reloaded in the same direction, which means for α = 1, it occurs independently of the direction. Figure 9 highlights the yield plateaus presented in Figure 8 . Figure 8 presents the results of these tests, where it is clear yield plateau exists for reloads in any direction. Therefore, yield plateau always occurs when the material is reloaded in the same direction, which means for α = 1, it occurs independently of the direction. Figure 9 highlights the yield plateaus presented in Figure 8 .
Additional parameters were evaluated in order to assess their influence on the yield plateau: The machine's loading velocity in the elastic-plastic transition and the sample temperature during tensile testing. Regarding the machine's velocity, TWIP steels are known to exhibit an often negative strain rate sensitivity [26, 27] . Thus, a possible change of the machine's loading velocity during testing might result in the yield plateau observed in Figure 7 for samples q and t with θ = 0 • . Additional parameters were evaluated in order to assess their influence on the yield plateau: The machine's loading velocity in the elastic-plastic transition and the sample temperature during tensile testing. Regarding the machine's velocity, TWIP steels are known to exhibit an often negative strain rate sensitivity [26, 27] . Thus, a possible change of the machine's loading velocity during testing might result in the yield plateau observed in Figure 7 for samples q and t with θ = 0°. Additional parameters were evaluated in order to assess their influence on the yield plateau: The machine's loading velocity in the elastic-plastic transition and the sample temperature during tensile testing. Regarding the machine's velocity, TWIP steels are known to exhibit an often negative strain rate sensitivity [26, 27] . Thus, a possible change of the machine's loading velocity during testing might result in the yield plateau observed in Figure 7 for samples q and t with θ = 0°. It is important to guarantee the same loading speed v during the entire test. It can be computed by considering the machine's crosshead displacement δ for a defined loading frequency f as follows:
9 of 17 where δ ti and δ ti+1 are the displacement of the crosshead for two consecutive increments. Figure 10 presents the true stress-strain curve for a 20% pre-deformed sample and θ = 0 • . Additionally, the values computed for v during the entire test are also presented. Although it is possible to observe a yield plateau, v was constant during the entire test. Therefore, the yield stress plateau was not caused by strain rate variations.
It is important to guarantee the same loading speed v during the entire test. It can be computed by considering the machine's crosshead displacement δ for a defined loading frequency f as follows:
where δti and δti+1 are the displacement of the crosshead for two consecutive increments. Figure 10 presents the true stress-strain curve for a 20% pre-deformed sample and θ = 0°. Additionally, the values computed for v during the entire test are also presented. Although it is possible to observe a yield plateau, v was constant during the entire test. Therefore, the yield stress plateau was not caused by strain rate variations. Figure 10 . True stress-strain curve for a 20% pre-deformed sample at θ = 0°, and the crosshead velocity recorded during the tensile test.
Temperature variation due to dissipated energy during deformation and its influence on the materials' strain hardening or softening was also assessed in order to determine its effects on the yield plateau. Figure 11 presents the temperature variation for a sample during the entire tensile test. Although there is an increase of 7.1 °C on the sample's surface during the entire test, this low increase of temperature was not significant enough to affect the material's mechanical properties. Temperature variation due to dissipated energy during deformation and its influence on the materials' strain hardening or softening was also assessed in order to determine its effects on the yield plateau. Figure 11 presents the temperature variation for a sample during the entire tensile test. Although there is an increase of 7.1 • C on the sample's surface during the entire test, this low increase of temperature was not significant enough to affect the material's mechanical properties.
Temperature variation due to dissipated energy during deformation and its influence on the materials' strain hardening or softening was also assessed in order to determine its effects on the yield plateau. Figure 11 presents the temperature variation for a sample during the entire tensile test. Although there is an increase of 7.1 °C on the sample's surface during the entire test, this low increase of temperature was not significant enough to affect the material's mechanical properties. Table 1 presents the mean values of mechanical properties computed for all cases. The analyzed properties were: Yield stress σ y , maximum stress σ max , yield stress-to-maximum stress ratio σ y /σ max , uniform elongation e, strain hardening exponent n, and strength coefficient K. All the calculated values were based on true stress and true strain. The loading direction with lower σ y /σ max was θ = 90 • and resulted in a higher ductility and hardening capacity. Thus, the properties obtained for θ = 90 • make the material a better option for forming processes. e was higher for θ = 90 • and lower for θ = 0 • as expected, since σ y was lower for θ = 90 • and higher for θ = 0 • . The greatest value of n was obtained for θ = 90 • , independent of the pre-strain. As already explained, this is justified by its low σ y , resulting in a high hardening capacity. Figure 12 presents images obtained in the optical microscope for all cases: Undeformed; preloaded until 10%, 20%, and 30% of strain; and an additional case of a sample deformed until maximum force was reached. In Figure 12a , it is possible to observe an overall disorganized crystal structure that is not aligned with the rolling direction. For deformed samples (Figure 12b-e) , it is possible to spot the formation of mechanical twins triggered by the deformation. For a 30% strain (Figure 12d ), microstructural changes are clear, with the grains aligned with the rolling direction. In the maximum force case, the entire microstructure is oriented according with the loading direction, with a great number of mechanical twins. Table 1 presents the mean values of mechanical properties computed for all cases. The analyzed properties were: Yield stress σy, maximum stress σmax, yield stress-to-maximum stress ratio σy/σmax, uniform elongation e, strain hardening exponent n, and strength coefficient K. All the calculated values were based on true stress and true strain. The loading direction with lower σy/σmax was θ = 90° and resulted in a higher ductility and hardening capacity. Thus, the properties obtained for θ = 90° make the material a better option for forming processes. e was higher for θ = 90° and lower for θ = 0° as expected, since σy was lower for θ = 90° and higher for θ = 0°. The greatest value of n was obtained for θ = 90°, independent of the pre-strain. As already explained, this is justified by its low σy, resulting in a high hardening capacity. Figure 12 presents images obtained in the optical microscope for all cases: Undeformed; preloaded until 10%, 20%, and 30% of strain; and an additional case of a sample deformed until maximum force was reached. In Figure 12a , it is possible to observe an overall disorganized crystal structure that is not aligned with the rolling direction. For deformed samples (Figure 12b-e) , it is possible to spot the formation of mechanical twins triggered by the deformation. For a 30% strain (Figure 12d ), microstructural changes are clear, with the grains aligned with the rolling direction. In the maximum force case, the entire microstructure is oriented according with the loading direction, with a great number of mechanical twins.
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The increase on the number of twins with the level of deformation makes it harder for slip mechanisms. The mechanical twins, in a similar way to grain boundaries, are barriers to the displacements, refining its microstructure and increasing the material's hardening capacity. This is the mechanism responsible for the high ductility and high strength of TWIP steels. 
Transmission Electron Microscopy
Figure 13a depicts an image obtained by TEM for an undeformed sample. Its microstructure presents a full recrystallization of the grains, with some twins present. Obviously, these are not caused by deformation but rather by a heat treatment or even by its lamination, thus forming annealing twins. The Automated Crystal Orientation Mapping on TEM-ACOM/TEM software was used to investigate the grains and twins orientation. In the studied region, the twin orientation makes a 60° angle with the grain orientation and has a size of 220 nm. Figure 13b shows the microstructure of a 10% deformed sample. The majority of the grains present a high dislocation density with a small number of deformation twins. By using the ACOM/TEM software, the same orientation for twins formed during heat treatments was observed (60° relative to the grain orientation). Nevertheless, its mean size is 30 nm. In Figure 13c , the same was observed for 20% deformed samples, i.e., same orientation and size. Figure 13d depicts the microstructure of a sample deformed until maximum force was reached (40% true strain). It is clear that there is a high density of dislocations and deformation twins. The analyzed region is the black line in Figure 13e . The increase on the number of twins with the level of deformation makes it harder for slip mechanisms. The mechanical twins, in a similar way to grain boundaries, are barriers to the displacements, refining its microstructure and increasing the material's hardening capacity. This is the mechanism responsible for the high ductility and high strength of TWIP steels.
Figure 13a depicts an image obtained by TEM for an undeformed sample. Its microstructure presents a full recrystallization of the grains, with some twins present. Obviously, these are not caused by deformation but rather by a heat treatment or even by its lamination, thus forming annealing twins. The Automated Crystal Orientation Mapping on TEM-ACOM/TEM software was used to investigate the grains and twins orientation. In the studied region, the twin orientation makes a 60 • angle with the grain orientation and has a size of 220 nm. Figure 13b shows the microstructure of a 10% deformed sample. The majority of the grains present a high dislocation density with a small number of deformation twins. By using the ACOM/TEM software, the same orientation for twins formed during heat treatments was observed (60 • relative to the grain orientation). Nevertheless, its mean size is 30 nm. In Figure 13c , the same was observed for 20% deformed samples, i.e., same orientation and size. Figure 13d depicts the microstructure of a sample deformed until maximum force was reached (40% true strain). It is clear that there is a high density of dislocations and deformation twins. The analyzed region is the black line in Figure 13e .
(e) Figure 13 . Transmission electron microscopy (TEM) images of (a) an undeformed sample; (b) a 10% deformed sample; (c) a 20% deformed sample; (d) a deformed sample until maximum force was reached (true strain of 40%); (e) grains orientation and texture of an undeformed sample. Figure 14a highlights the high density of dislocations found in the higher deformation level, confirming the dislocation density dependency on the level of deformation. It is also worth pointing out the high twinning rate and its uniformity, as shown in Figure 14b . Figure 14a highlights the high density of dislocations found in the higher deformation level, confirming the dislocation density dependency on the level of deformation. It is also worth pointing out the high twinning rate and its uniformity, as shown in Figure 14b . Overall, the majority of the grains seem to be free of deformation twinning until 10% of deformation, which indicates that deformation occurs mainly by slipping between crystallographic planes. By increasing the level of deformation, the twinning density increases, resulting in barriers for displacements, and thus increasing the material strength and ductility. Figure 15 plots the density of dislocations for each level of deformation, which was determined by using the ACOM/TEM software to analyze the TEM micrographs. These values clearly confirm that the number of dislocations increases with deformation, especially when the maximum force is reached. Figure 16 presents the images obtained with SEM where it is possible to clearly distinguish the deformation twins. Figure 16a shows the twins arising due to heat treatments or rolling process. The number of twinned grains was visually determined and used to establish a relation between the increase of twinned grains and the level of deformation (Figure 17) . The average grain size determined with SEM was 8 μm, without taking into account the original ones from Figure 16a .
Scanning Electron Microscopy
By analyzing Figure 16 , it is possible to conclude that deformation twinning is higher for the 30% strain (Figure 16d ). Until the 20% strain, the slip mechanism was predominant, but for a 30% strain, twinning was predominant. From Figure 16a -d, it is possible to observe the increase of deformation twins that create new crystallographic orientations and act as barriers to dislocations, resulting in high ductility and strength. This is clearly shown by the increasing number of grains with deformation as plotted in Figure 17 . Overall, the majority of the grains seem to be free of deformation twinning until 10% of deformation, which indicates that deformation occurs mainly by slipping between crystallographic planes. By increasing the level of deformation, the twinning density increases, resulting in barriers for displacements, and thus increasing the material strength and ductility. Figure 15 plots the density of dislocations for each level of deformation, which was determined by using the ACOM/TEM software to analyze the TEM micrographs. These values clearly confirm that the number of dislocations increases with deformation, especially when the maximum force is reached. Overall, the majority of the grains seem to be free of deformation twinning until 10% of deformation, which indicates that deformation occurs mainly by slipping between crystallographic planes. By increasing the level of deformation, the twinning density increases, resulting in barriers for displacements, and thus increasing the material strength and ductility. Figure 15 plots the density of dislocations for each level of deformation, which was determined by using the ACOM/TEM software to analyze the TEM micrographs. These values clearly confirm that the number of dislocations increases with deformation, especially when the maximum force is reached. Figure 16 presents the images obtained with SEM where it is possible to clearly distinguish the deformation twins. Figure 16a shows the twins arising due to heat treatments or rolling process. The number of twinned grains was visually determined and used to establish a relation between the increase of twinned grains and the level of deformation (Figure 17) . The average grain size determined with SEM was 8 μm, without taking into account the original ones from Figure 16a .
By analyzing Figure 16 , it is possible to conclude that deformation twinning is higher for the 30% strain (Figure 16d ). Until the 20% strain, the slip mechanism was predominant, but for a 30% strain, twinning was predominant. From Figure 16a-d, it is possible to observe the increase of deformation twins that create new crystallographic orientations and act as barriers to dislocations, resulting in high ductility and strength. This is clearly shown by the increasing number of grains with deformation as plotted in Figure 17 . Figure 16 presents the images obtained with SEM where it is possible to clearly distinguish the deformation twins. Figure 16a shows the twins arising due to heat treatments or rolling process. The number of twinned grains was visually determined and used to establish a relation between the increase of twinned grains and the level of deformation (Figure 17) . The average grain size determined with SEM was 8 µm, without taking into account the original ones from Figure 16a .
By analyzing Figure 16 , it is possible to conclude that deformation twinning is higher for the 30% strain (Figure 16d ). Until the 20% strain, the slip mechanism was predominant, but for a 30% strain, twinning was predominant. From Figure 16a-d, it is possible to observe the increase of deformation twins that create new crystallographic orientations and act as barriers to dislocations, resulting in high ductility and strength. This is clearly shown by the increasing number of grains with deformation as plotted in Figure 17 . 
Discussions and Conclusions
In this work, the mechanical characterization of TWIP980 steel for different strain paths was performed. It was observed that:
•
The yield stress increased with the level of deformation, independent of the loading direction; • The highest yield stress was obtained for a θ = 0 • , followed by 45 • , and lastly by 90 • , mainly due to back stress; • Yield plateaus occur for cases of reloading in the same direction (α = 1).
The microstructural characterization confirmed the behaviors found in the mechanical characterization. It was clear that the increase of barriers in grains (dislocations and twins) with the level of deformation increased the material hardening, and thus increasing its yield stress.
The plateau is generally associated with a rapid formation and action of dislocations from specific locations that become insignificant. To eliminate this plateau, Kim [28] suggests the uniformization of the density of dislocations, i.e., their alignment with the loading direction. Figure 18 shows how the yield plateau increases by reducing the loading rate (and thus the strain rate). By increasing the unloading time, there is a higher re-organization of the microstructure, and thus there is a higher density of dislocations that return to their preferred orientations. Therefore, when reloading and aiming to align the dislocations with the loading direction, the elimination of dislocations that are not aligned with the loading direction occurs in the yield plateau. With the increase in the density of dislocations that return to preferred orientations, the yield plateau increases with the unloading duration (lower unloading speed) and deformation. 
Discussions and Conclusions
•
The yield stress increased with the level of deformation, independent of the loading direction; • The highest yield stress was obtained for a θ = 0°, followed by 45°, and lastly by 90°, mainly due to back stress; • Yield plateaus occur for cases of reloading in the same direction (α = 1).
